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[ Note : Names, addresses. Company names and brand names are translated 
in the most common manner. Japanese Language does not have singular or 
plural words unless otherwise specified with numeral prefix or general form 
of plurality suffix. Translator's note.] 

Description of the invention 

1. Name of the invention 

Adhesive tape roll and its manufacturing method 

2. Range of the claims of the invention 

(1) Adhesive tape roll where the leading paper that is adhered onto the edge 
of the adhesive tape roll that Iz wound on a core, is several millimeters ahead 
of the edge of the adhesive tape. 

(2) Manufacturing method for the preparation of an adhesive tapa roll, 
characterized by the fact that the leading paper, that is bent from the bending 
line C as the adhesive tape obtained by coating an adhesive agent on a 
substrate material is continually run, is glued on the adhesive agent coated 
surface along the width direction of the tape only at the 3 part that is before 
the bending, so that the bending part A that is in the direction after the 
bending is not in contact with the adhesive agent coated surface. And after 
that the adhesive rape is cut from the?side of the tape substrate material at the 
position that is in the direction after, and that is at a distance that is several 
millimeters shorter than the bending length 1 from the above described 
bending line C 

to A, and it is rolled. 

3. Detailed explanation of the invention 
[Technological sphere of application] 

The present invention is about an adhesive tape roll that has a leading paper 
that makes the process of taking out the edge of the adhesive tape easy. And it 
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is also about the manufacturing method for the preparation of this adhesive 
tape roll. 

[Previous technology] 

The adhesive tape rolls where an adhesive tape obtained by coating of an 
adhesive agent is wound on a core have been used widely in a variety of 
different types of applications. Regarding such adhesive tape rolls, with the 
goal of making the process of taking out the adhesive tape edge, usually on 
the appropriate tape edge a leading paper is glued. 

However, in the case of the adhesive tape roll according to the previous 
technolof^y, as it is shown according to the presented in Figures 6-^7 side 
plane diagram and a partially enlarged diagram, because the leading paper 4 is 
covered by the adhesive tape edge the adhesive force of the adhesive tape is 
strong and because of that the withdrawing of the tape edge is difficult. 

[Goal of the present invention] 

The present invention is an invention that suggests an adhesive tape roll that 
has a leading paper glued that makes the process of the withdrawing of the 
adhesive tape edge easy. And also, it is an invention that suggests a 
manufacturing r^ethod according to which it is possible to effectively 
manufacture the aDove described rolls. 

[Structure of the present invention! 

The present invention is an invention where an adhesive tape roll whereby 
it is possible to solve the above described drawbacks according to the previous 
technology, and its manufacturing method, have been observed. And the 
requirements for this are according to the following here below: 

(1) Adhesive tape roll where the leading paper that is adhered onto the edge 
of the adhesive tape roll that is wound on a core, is several millimeters ahead 
of the edge of the adhesive tape. 

(2) Manufacturing method for the preparation of an adhesive tape roll, 
characterized by the fact that the leading paper, that is bent from the bending 
line C as the adhesive tape obtained by coating an adhesive agent on a 
substrate material is continually run, is glued on the adhesive agent coated 
surface along the width direction of the tape only at the B part that is before 
the bending, so that the bending part A that is in the direction after the 
bending is not in contact with the adhesive agent coated surface. And after 
that the adhesive tape is cut from the side of the tape substrate material at the 
position that is in the direction after, and that is at a distance that is several 
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millimeters shorter than the bending length 1 from the above described 

bending line C 

to A, and it is rolled. 

Here below, the present invention will be described in more details by using 
figures. 

Figure 1 represents a side plane diagram of the adhesive tape roll obtained 
according to the present invention. Figure 2 represents a partial enlarged 
diagram at its II part. Figuie 3 represents a three-dimensional diagram of the 
state of the gluing of the leading paper, that is used according to the 
technological process of the manufacturing method of the present invention. 
Regarding Figure 4, it is a figure that represents a schematic sectional view 
diagram of one example of equipment used in the manufacturing method 
according to the present invention. Figure 5 represents a partial enlarged 
diagram at thevV part illustrated in Figure 4. 

Regarding the adhesive tape roll according to the present invention, as it is 
seen from Figure 2, the leading paper is ahead by a distance t from the edge 3 
of the adhesive tape. Regarding this t, its length is freely determined, 
however, usually, it is a good option if the length of the part where the 
fingertips are pulling is in the range of 1 - 5 millimeters. By tf\e fact that this 
leading paper is hanging out, the pulling of the tape edge part is made easier. 

After that, a description will be given about the manufacturing method for 
the preparation of the above described adhesive tape roll and one example of 
the equipment used in it. 

Regarding the adhesive tape 2, in Figure 3 and Figure 4, the structure is 
formed from he tape substrate material 6 and the adhesive agent coated 
surface 5, where on the above described substrate material the adhesive agent 
material is coated. And it is running continually in a direction that is 
indicated by the arrow S. As the called here adhesive tape 2, besides the 
material that is cut to a narrow width it is possible to use also a material with 
a large width. Regarding this adhesive tape 2, it is woimd on the winding 
core, (not shown in the figure), however when it is close to the point where 
the winding becomes sufficient, the shown in Figure 4 leading paper adhering 
bar 10 is is rotated in the L direction of the lower side. And the leading paper 
with a specific length and shape, that is placed at the above adhering bar 10, is 
adhered onto the adhesive agent coated surface of the adhesive tape 2. 

Regarding the details of the above described leading paper adhering bar 10, 
they are shown in the partial enlarged sectional view diagram presented in 
Figure 5. According to Figure 5, the adhesive tape and the leading paper 4 
with the same width are introduced along the guide plate 14, and liiey are 
affixed by the pressure plate 12 by the vacuum suction force that is generated 
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from the vacuum aperture 13, that is provided on the adhering bar 10. 
Regarding the affixed driving paper, it is cut to parts with a specified length by 
the cutter 8 and after that by the transfer of the pushing plate 11 in the 
direction indicated by the arrow, it is bent at the desired angle with the center 
being the bending line C that is bent at a bending angle of 15 degrees. 

Regarding the bent leading paper, in the sate as the pressing plate 12 is 
separated and it is adhered onto the leading paper adhering bar 10 only by the 
vacuum suction, together with the adhering bar 10 it is rotated and 
transferred to the lower side and at the desired position it is glued onto the 
adhesive agent coated surface of the adhesive tape 2. 

According to the present invention, it is also a good option if other type of 
adhesion equipment, besides the above described equipment, is used. 

Regarding the above described glued leading paper, as it is shown according to 
the three-dimensional diagram presented in Figure 3, it is necessary that it is 
glued at the adhesive agent coated surface 5 only at the part B that is before 
the bending in the running direction S, and the part A that is after the 
bending, is not in contact with the adhesive agent coated surface. The leading 
paper is glued and after that the tape cutter 9 is activated and it is cut at the 
adhesive tape cutting position, which is the position m that is only at a short 
distance of several millimeters from the above described length 1 '-vhere tiie 
bent occurs from the bending line C. Regarding the tape cutter 9, it is activated 
from the side 6 of the substrate material of the tape. After the cutting, the 
adhesive tape is wound and it is made into a roll and at this state it becomes a 
manufactured product or especially it is slit into a smaller width rolls. By that, 
the part A that is after the bending, is also adhered onto the adhesive agent 
coated surface of the tape. 

[Effect of the present invention] 

Regarding the adhesive tape that Js obtained according to the present 
invention, it has the advantage point that the process of taking out the edge 
of the adhesive tape is easy. And also, regarding the manufacturing method 
according to the present invention, it is a method that has the advantage 
point that it is possible to obtain the above described roll by an effective 
adhesive tape manufacturing technological process. 

4. Simple explanation of the figures 

Figure 1 represents a side plane diagram of the adhesive tape roll obtained 
according to the present invention. Figure 2 represents a partial enlarged 
diagram at its U part. Figure 3 represents a three-dimensional diagram of the 
state of the gluing of the leading paper, that is used according to the 
technological process of the manufacturing method of the present invention. 
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Regarding Figure 4, it is a figure that represents a schematic sectional view 
diagram of one example of equipment used in the manufacturing method 
according to the present invention. Figure 5 represents a partial eiilarged 
diagram at the V part illustrated in Figure 4. Figure 6 represents a side view of 
an adhesive tape roll obtained according to the previous technology and 
Figure 7 is a figure representing a partial enlarged diagram of its VU part. 

A part after the bending 

B part before the bending 

C bending line 

1 length of the bending at A 

Patent Assignee: Mitsubishi Resivt Company 
Translated by Albena Blagev (6-7946) 



3/15/96 



A ft ^ Iff <9 ft » 

B as ^ (ff 0 ft »f ff 

C Jfr tfli »^ » 

I A C ^ »f 0 ft if S ? 



7.!iS|B860-245G82(3) 





@B:*:B^»ff=(JP) ® ^ Hi m m 

©41^114^1^^^ (A) BS60-245682 

C 09 J 7/02 6770- 4J 

salt* *t§* ifegg^^gc 2 (^3^) 



@^ m B59- 101915 
@tii BS59( 1984)5^218 



1 « « © « » 



3 ^WOifffl'&i^^ 

s a » BQ ir ^ . 

{ iSE « « ) 

"C <r> S , 

( ^ ifl <o a ff5 ) 



a ^ e ^ 0*5 iJ^ ^ 5(i ?i ^: 12 d 

6 (7) r (Jo ^ « 

{ ^ ^ 0) ffi ^ ) 

<2) T-rs«tctt§aii€^mufciBiT-r 
tr Si A /j^ ifi « ffj ^ ni as <t ig fti! u ^: J: ^ u: , la 

/!r» 5,A tC ^ * Iff la 5 e i J: «9 6 a 5 '.^ ffi 

IK ffi 1$ A <^ (i a T X - r gt ja 



«Baa3G0-245B82(2) 
gfi3H&tfa4ia(c45(r^TfiirjT-r2tt, 

T-rS«6i:aStt«C««l|ije^fliU/5:tte 

ajj !g m ?d 5 e ffi « ? n , 5^ eu s <o i^i tc i 



4^ (C 




IK 6 


n 




, 


( 






T 0* <J ^^ 


) ;« 2? ifi 


< <5 






4 






u 




□ 3? 


«t nfi s 


- 1 0 /r 






L ;? 


1^ 




(Bills 


1^ 






^ R& S /S 


- 1 0 (C 


OK f# 




n fc 


9$ 






& 






o a iiliS 




- r 


2 










OS 


5 


tc u 


S 5 n ^ 


• 


± 




□ QX 






« /\' 




1 


0 


«D U . 


31 5 H <?) 


















a ^ 


5 0 ic 


X . fill 






r i: 








□ 


Wi 


«i 4 


«; >J K 


15 T 4 tc 


to 


it 


1 1ft 






n . 






/N- - 


1 0 tc 12 




?L 1 


3 


A* 6 


(J) 




$ tft 


^1 






^ )r 1 2 


(C <k 0 Rl 




n 


^ • 


SI 




^ n 


k. 


□ 




/I y ^ 


- 8 iC ^ 












^ fc- 








n , o ^> 


X 1? ^ 


«5 1 


1 








iRi ^ 


0) 




ID C 




•0 dii t r 


a 1 


5 








\rm 


C 






»c 3f S <D 


A s tc 'tff 


I? Eft 


(f 


5 n 




a 
















19 


itt If 


5 


n 


a 








W A it 1 


2 R 




a 


us m 






f\ - 


1 




2 9ft ^1 <0 


X M a 




3: 


^ , 








1 


0 


t 'A 


IC T 7? ^ 






fff 




i& 


n 








T - 


7 2 <0 tt 


d ^ ^ fl> 


m 5 


tc 




5 


n 


* • 













* ^ nfl tc ^? X . ± J£ U /c K a U ,^ <0 % S 

tC;T^^<i:^»C, $rf/»(i8S<OI»H^»ff9ttfltf3 
Bfl!)^ftSfl»l^ftiflD5tCIW.iSy5>'g:»S/J^<feO, 

^^ o n IK «i ^ W « U . X - r :^ -/ ^ - 9 
ef^l&cttt^/i?, tt«T-7(7)W»iffiiBt4UfO 

(tttfec/)^6, ieAtc6M^5>ifff9iiiitf]5^^ 

WW?n^„ x-7/J-/^-9tj:. 7--73W 

»c]ffl«(^«1fcic«»i$n*, ^ mz ^Y) . 
tfr»9ittltfaJAt^x-7<0«ia«§lfli{IBICtei5? 

n s . 

(55 tHJ !^) 
J<c«^{CJ:>3l9 6n6ttSr~7S1iJ«, & 
iiT-7«5lcaJ<7)lKajUf1^SS/rSStC/<?*i('^ 



1WB0-245G32(3) 



B l» 7d Iff 0 itt t r ss 

c iff «9 riij If a 

2 A iC ^ iff 19 ft 5 * 




36 4 



T o 





7 E 



